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Description 

TECHNICAL FIELD 

The present invention relates to a method of produc- s 
ing packaging material in the form of a web, and of the 
type which comprises a core layer of paper or board, the 
core layer displaying punched-out holes, apertures or 
slits intended to be covered with layers of aluminium foil 
and thermoplastic adhering to the core layer. 10 

BACKGROUND ART 

Packaging containers or cartons of the single-use 
disposable type are often produced from a packaging is 
material of the above-disclosed type. The packaging 
material is most generally provided in the form of webs 
rolled onto magazine reels and which, after unreeling 
from their magazine reels are reformed by folding into 
packaging containers or cartons. A package of this type 20 
which is common in the market place is that which is mar- 
keted under the trademark Tetra Brik®, and which is pri- 
marily employed for liquid contents such as milk, fruit 
juice etc. This package is produced in automatic pack- 
aging and filling machines in such a manner that the web 25 
unreeled from the magazine reel is reformed into a tube 
in that the edges of the web are united in an overlap joint 
or seam, whereafter the thus formed tube is filled with 
the intended contents and divided into individual pack- 
ages with the aid of repeated transverse seals disposed 30 
in spaced apart relationship and at right angles to the 
tube. Once the supplied contents have been enclosed 
by such means in sealed parts of the tube, these are sep- 
arated from the tube by cutting through the above-men- 
tioned transverse seal zones. The separated tube parts 35 
are thereafter formed by folding along crease lines pro- 
vided in the packaging material into parallelepipeds 
packages. 

Packages of this type are often provided with open- 
ing arrangements in the form of holes, apertures or slits 40 
made in the packaging material and covered with tear- 
off strips, so-called "pull-tabs", and when the contents 
consist of a sterile product such as, for instance, steri- 
lized milk or of an acidic product such as, for example, 
orange juice, the package is often manufactured from a 45 
packaging laminate including an aluminium foil layer 
which renders the package extremely tight against pen- 
etration by gases such as, for example, oxygen gas. 
Such a pull-tab is disclosed in DE-A-3 838 739. In order 
to achieve the desired tightness, it is of crucial impor- so 
tance that the aluminium foil layer is not ruptured or dam- 
aged when the package is formed or on manufacture of 
the packaging material and, for the function of the pull- 
tab opening, it is vital that the aluminum foil layer possess 
extremely good adhesion in the region about the opening 55 
hole or aperture over which the tear-off strips are 
intended to be applied in a manner which will be 
described in greater detail hereinbelow. 



A further object of the present invention is to treat 
and prepare, in a simple and efficient manner, a packag- 
ing material web of the above-mentioned type in such a 
way that the edge of the packaging material web is effi- 
ciently sealed-off with a plastic film disposed over or 
about the edge zone. It is known to seal-off liquid-absorb- 
ing material edges exposed to the inside of a packaging 
container with thermoplastic strips which bridge over or 
are folded around the edges. For the same purpose, it is 
also known in the art to provide the packaging material 
web with a so-called fixed edge strip of plastic, i.e. with 
a plastic strip which projects out from the rear edge of a 
board web and which can be folded around the edge and 
sealed against the opposing side. Such a "fixed edge 
strip" is obtained by disposing board webs in side-by- 
side relationship so that they form therebetween a slit or 
a gap, whereafter the webs and the slits are jointly cov- 
ered over with a plastic foil or, in certain cases, with a 
plastic foil and an aluminium foil, whereafter the covered 
webs are separated by means of an incision in the slit 
zone, for forming a projecting, fixed strip. One inconven- 
ience in this context has hitherto been that it has not 
proved possible to achieve adhesion (or in any event very 
poor adhesion) between, for example, an aluminum foil 
layer and a plastic layer in the region of the slits them- 
selves, since these material webs cannot be com- 
pressed together within the slit zone because there is no 
backing support. Such a method is disclosed in US-A-4 
256 791 . Employing the method according to the present 
invention, it will, however, be possible to obviate this 
drawback by first producing a plastic-aluminium foil lam- 
inate in which the components in the laminate possess 
good adhesion to one another, and then laminate this 
plastic-aluminium foil laminate to the above-mentioned 
webs of core layer material, i.e. board, disposed side by 
side. 

Packaging material of the type contemplated here 
can be produced using prior art technology by applying, 
in a plurality of separate lamination operations, the dif- 
ferent layers, i.e. the aluminum foil layer, the inner plastic 
layer and so on, to the core layer of paper or board, and 
such a lamination process functions excellently in those 
cases when the core layer is not provided with holes, 
apertures or slits, i.e. regions where the coating layers 
extend over or beyond edge zones of the core layer. It 
has proved that, on coating of an aluminium foil against 
a core layer web of paper or board where the core layer 
is provided with holes, apertures or slits, difficulties occur 
in that the aluminium foil must, in connection with the 
lamination where the cohesive laminating layer most 
generally consists of a thin extruded thermoplastic film, 
be forced against the core layer substrate with the aid of 
a nip roller or soft pressure roller in order to achieve suf- 
ficient adhesion between the aluminium foil layer and the 
core layer. Since, as a rule, the aluminum foil layer is 
extremely thin (of the order of 5 - 10 n meter), it will be 
forced by the nip roller against the edges around the 
apertures or slits in the core layer and partly pressed into 
these holes or apertures. Since the punched holes have 
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a relatively sharp edge, there is a risk that the aluminium 
foil be ruptured and, at any rate, there is the risk that the 
aluminium foil will fold itself around the edges of the aper- 
tures or slits and will thereby either be weakened or suffer 
from inferior adhesion between the aluminium foil and 
the core layer precisely in the edge zones of the holes 
or apertures. Furthermore, adhesion between the plastic 
layer and the aluminum foil layer will be poor in the region 
of these holes or slits, since the pressure of the nip roller 
in these regions is limited. 

The above-outlined circumstances have constituted 
a major problem which has, first, caused ruptures in the 
aluminium foil layer (and thereby insufficient gas tight- 
ness of the resultant packages), secondly, defective 
opening function because of poor adhesion between the 
aluminium foil layer and the core layer in the edge zones 
about the apertures, and thirdly poor adhesion between 
the aluminium foil layer and the plastic layer along those 
parts where the aluminium foil layer and the plastic layer 
project out beyond the core layer and, hence, are not 
supported by the core layer. 

The above-considered drawbacks are obviated in an 
efficient manner by means of the present invention which 
is characterized in that an aluminium foil is fed in between 
a cooled roller and a first nip roller abutting against the 
cooled roller; that one or more thermoplastic materials 
in the molten or semi-molten state are extruded in the 
form of a continuous first film in between the cooled roller 
and the first nip roller in such a manner that the extruded 
first film is accommodated between the aluminium foil 
and the cooled roller, the thermoplastic material being, 
by cooling, stabilised and solidified at the same time as 
it is caused to adhere to the aluminium foil for the forma- 
tion of a plastic-aluminium foil laminate; that this plastic- 
aluminium foil laminate is, under abutment against the 
cooled roller, led in under a second nip roller over which 
the webs of paper or board prepared with punched holes, 
apertures or slits are led and by means of which these 
webs are urged against the plastic-aluminium foil lami- 
nate passed over the cooled roller; that one or more ther- 
moplastic materials in the molten or semi-molten state 
are extruded in the form of a continuous, second film in 
between the cooled roller and the second nip roller in 
such a manner that the extruded second film is accom- 
modated between the aluminum foil side of the plastic- 
aluminium foil laminate and the paper or board web, the 
molten thermoplastic material in the second thermoplas- 
tic film being caused, by cooling, to stabilise and solidify 
at the same time as it is caused to adhere to both the 
aluminium foil side of the plastic-aluminium foil laminate 
and the paper or board web. 

BRIEF DESCRIPTION OF THE ACCOMPANYING 
DRAWINGS 

A number of embodiments of the present invention 
will now be described in greater detail hereinbelow, with 
particular reference to the accompanying schematic 
Drawings, in which: 



Fig. 1 illustrates the principle of the production 
method according to the present invention; 
Fig. 2 is, on a much larger scale, a cross section 
through a packaging material produced in accord- 
5 ance with the present invention; 

Fig. 3 shows a packaging container produced from 
the material according to Fig. 2 and provided with a 
tear strip opening; 

Fig. 4 shows a cross section taken along the line A 
10 • A of the aperture illustrated in Fig. 3; and 

Fig. 5 shows coating of the slit between two webs 
with a view to creating means for sealingly bridging 
the liquid-absorbing edge zones of the rear edges. 

75 DESCRIPTION OF PREFERRED EMBODIMENTS 

The apparatus schematically illustrated in Fig. 1 dis- 
plays a cooling roller 1 which has nip rollers 3 and 10 
cooperating with the cooling roller 1 . In addition, the Fig- 

20 ure shows a magazine reel 2 for aluminium foil from 
which an aluminium foil web 4 can be paid out, and a 
magazine reel 8 holding a core layer web 9 of paper or 
board, the web 9 having, by a punching operation, been 
provided with pre-applied holes or apertures 14. Fig. 1 

25 further shows two extruders 5 and 1 7 by means of which 
thermoplastic material can be heated to melting point 
and be forced at great pressure through the board-flat 
nozzles of the extruders 5 and 17 so that a continuous 
film or a "curtain" of molten or semi-molten plastic film 6 

30 and 16, respectively are continuously positively dis- 
charged. 

Production of the packaging material proceeds such 
that the aluminium foil web 4 is paid out from the maga- 
zine reel 2 and led over the nip roller 3 in contact with 
35 the cooling roller 1 which is in contact with and synchro- 
nously rotating with the nip rollers 3 and 10. At the same 
time, a continuous film 6 of molten or semi-molten ther- 
moplastic material, for example polyethylene, is forced 
out by means of the extruder 5, this plastic film being 
40 directed into the so-called nip, i.e. the point of contact 
between the nip roller 3 and the cooling roller 1 . The mol- 
ten or semi-molten thermoplastic film 6 will, in such 
instance, be accommodated between the aluminium foil 
web 4 and the surface of the cooling roller 1 , and contact 
45 with the cooling roller entails that the plastic film 6 is 
cooled to such an extent that it solidifies at the same time 
as it adheres to the aluminium foil 4 for forming a plastic- 
aluminium foil laminate 7. 

The thus formed laminate 7 is further cooled by abut- 
so ment against the surface of the cooling roller 1 for a por- 
tion of its circumference and is led in between the second 
nip roller 10 and the surface of the cooling roller 1 . From 
the magazine reel 8, the core layer web 9 of paper or 
board is paid out and led over the nip roller 1 0 into contact 
55 with the cooling roller 1 . With the aid of a second extruder 
17, a continuous plastic film 16 is extruded in between 
the second nip roller 1 0 and the cooling roller 1 , in which 
event the expelled plastic film 16 of polyethylene will be 
accommodated between the aluminium foil side of the 
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formed plastic-aluminium foil laminate 7 and the core 
layer 9. By compression between the second nip roller 
10 and the cooling roller 1, the core layer 9 and the lam- 
inate 7 are united to form a composite laminate 1 1 which 
is led along the surface of the cooling roller 1 until the 5 
lamination layer 16 of polyethylene has been completely 
stabilised and solidified, whereafter the packaging mate- 
rial 13 is removed over a conducting roller 12. 

Since the aluminium foil 4 had first been laminated 
with good adhesion to the plastic layer 6 for forming the 10 
laminate 7, no problems will occur as a result of ruptures 
in the aluminum foil layer 4 in the region around the 
punched holes, apertures or slits 14 of the core layer 9, 
since the plastic film 6 which is included in the laminate 
7 imparts to the aluminium foil a considerable rigidity and 15 
strength so that the aluminium foil layer is not pressed 
into the holes, apertures or slits 14, nor does it crease 
around the edges of these holes or apertures, but instead 
connects with very good adhesion to the surface of the 
core layer right out to the edges of the core layer 9. After 20 
production, the packaging material web 13 can be rolled 
up onto magazine reels and be employed in the produc- 
tion of packages of the type described above. 

The greatly magnified cross section through the thus 
formed packaging material as illustrated in Fig. 2 shows 25 
how the laminate 7 produced in the first operation and 
consisting of the plastic layer 6 and the aluminium foil 4 
is, with the aid of the lamination layer 1 6, secured to the 
core layer 9 and how the laminate layer 7 bridges over 
and covers the above-mentioned holes, apertures or slits 30 
14. Advantageously, the core layer 9 may be provided, 
along its opposing side, with a thin polyethylene layer 1 5. 

The package shown in Fig. 3 is of the type which has 
been described earlier and fundamentally consists of a 
parallelepipedic container which has been produced by 35 
fold forming and shaping of the packaging material web 
13 formed into a tube. As is apparent from Fig. 3, which 
shows but a part of the package, this consists of a 
paralellepipedic package body 20 and a punched hole 
or aperture 1 4, shown here by broken lines. This hole or 40 
aperture 14 is covered by a tear strip or so-called "pull- 
tab" 18 which fundamentally consists of paper, board or 
plastic and which, with the aid of heat and pressure, is 
sealed against parts of the upper side of the package 20 
and, in the manner illustrated in Fig. 4, pressed down 45 
into the aperture 14 and sealed with good adhesion 
against the laminate 7 within the portion 1 9, or more cor- 
rectly, against that plastic layer 1 6 which covers the alu- 
minium foil side of the plastic-aluminium foil laminate 7. 
Given that the plastic-aluminum foil laminate 7 is applied so 
with good adhesion about the edges of the hole or the 
aperture 14, opening of the package will be facilitated 
when the pull-tab 18 is removed, since the edge zones 
of the core layer 9 act as a tear-off edge for the laminate 
7. In those cases when a crease formation of the alumin- 55 
ium foil layer has been made around the aperture 14 
(which commonly happens when prior art technology is 
employed), adhesion around the edge zone of the aper- 
ture 14 is poor, which implies that an upwardly directed 



force against the laminate 7 as realized with the aid of 
the pull-tab 1 8 will not result in the laminate 7 being torn 
up, but instead the plastic portion 6 of the laminate is 
stretched and further delamination between th laminate 
7 and the edg zone around the aperture 14 occurs. 

Fig. 5 shows how it is possible, applying the present 
invention, to create strips of aluminium foil and plastic 
material projecting from the edges of the core layer 9 for 
the purpose, on package formation, of sealingly bridging 
edge zones 23 of the core layer material 9 exposed to 
the interior of the package. The manufacture of material 
with "built-in edge sealing strips" is known in the art and 
proceeds such that a web 9 of core layer material is first 
coated on its one side with a thermoplastic layer, that the 
web is then cut into part webs 9' which are spread in such 
a mann er that there is formed a gap 2 1 between the webs 
9'. In the manner previously described, the produced alu- 
minium foil-plastic foil laminate 7 is laminated to the part 
webs 9', the gaps or slits 21 between the webs 9' being 
bridged by the laminate 7. 

Since the laminate 7 is produced with good adhesion 
between the laminate layers, it is of minor consequence 
that the compression pressure from the nip roller 10 is 
poor in the gap region 21 . If, on the other hand, the alu- 
minium foil layer 4 and the plastic layer 6 were to be 
united with the aid of the nip roller 10, the result would 
be poor adhesion. 

After the coating operation, the webs 9' are sepa- 
rated by cutting, either in the gap zone 21 or adjacent 
the edge of the one core layer web 9'. One of two meth- 
ods may be employed for sealing the incision edges 23 
of the webs 9'. Either the edge zones of one web 9* can 
be united in an overlap joint or seam and heat-sealed to 
one another in the joint region, or the projecting edge 
portion of the laminate 7 is first folded around the edge 
23 of the core layer 9', whereafter the both edges of the 
web 9' are joined in an overlap joint or seam. 

Thus, with the aid of the present invention, it has 
proved possible, in a simple manner, to solve a problem 
which had previously resulted in packages which were 
not gas-tight, in packages which defied easy opening, 
and in packages with unacceptable joint seams. This 
solution implies technically that the production operation 
of the packaging material may be carried out in a simple 
and economical manner. 

The present invention should not be considered as 
restricted to that described above and shown on the 
Drawings, many modifications being possible without 
departing from the scope of the appended Claims. 

Claims 

1. A method of producing packaging material in the 
form of a web, and of the type which comprises a 
core layer of paper or board, the core layer display- 
ing punched-out holes, apertures or slits intended to 
be covered with layers of aluminium foil and thermo- 
plastic adhering to the core layer, characterized in 
that 
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a) a web (4) of metal foil, preferably aluminium 
foil, is fed in between a cooled roller (1) and a 
first nip roller (3) abutting against the cooled 
roller (1); 

b) one or more thermoplastic materials in the s 
molten or semi -molten state are extruded in the 
form of a continuous, first film (6) in between 
said cooled roller (1) and said first nip roller (3) 

in such a manner that the extruded first film (6) 
is accommodated between the aluminium foil 10 
(4) and the cooled roller (1), the thermoplastic 
material being, by cooling, stabilised and solid- 
ified at the same time as it is caused to adhere 
with good adhesive power to the aluminium foil 
(4) for the formation of a plastic-aluminium foil is 
laminate (7); 

c) said plastic-aluminium foil laminate (7) is, 
under abutment against the cooled roller (1), led 
in under a second nip roller (10) over which one 

or more webs (9) of paper or board prepared 20 
with punched holes, apertures or slits are led, 
and by means of which the paper or board webs 
(9) are urged against the plastic-aluminium foil 
laminate (7) passed over the cooled roller (1); 
and 25 

d) one or more thermoplastic materials in the 
molten or semi-molten state are extruded in the 
form of a continuous, second film (16) in 
between said cooled roller (1) and said second 

nip roller (1 0) in such a manner that the extruded 30 
second film (16) is accommodated between the 
aluminium foil side of said plastic-aluminium foil 
laminate (7) and said paper or board web or 
webs (9), the thermoplastic material in said sec- 
ond thermoplastic film (16) being caused, by 35 
cooling, to stabilise and solidify at the same time 
as it is caused to adhere to both the aluminium 
foil side of said plastic-aluminium foil laminate 
(7) and to said paper or board web (9). 

40 

The method as claimed in Claim 1 , characterized 
in that the extruded first and second thermoplastic 
layers (6, 16, respectively) consist of polyethylene 
or of a co-extrusion layer including polyethylene. 

45 

The method as claimed in Claim 1, characterized 
in thai said slits in the board web or board webs (9) 
consist of the space between board webs disposed 
in side-by-side relationship. 

so 

The method as claimed in Claim 3, characterized 
in that said board webs (9) coated with plastic-alu- 
minium foil are separated from one another by 
means of longitudinal incisions through the plastic- 
aluminium foil layer within the slit zone between 55 
adjacent web edges; and that the thus formed free 
strips of plastic-aluminium foil projecting from the 
edges of the board webs are folded about the edge 
of the board web for being sealed against the ther- 



moplastic coating on the opposite side of the board 
web for purposes of forming an efficient edge zone 
seal. 

5. A packaging material produced in the manner as 
claimed in Claim 1 , comprising a core layer (9) with 
punched holes, apertures or slits (14), said core 
layer (9) displaying, along its one side, a plastic-alu- 
minium foil laminate adhering to the core layer and 
bridging or covering said holes, apertures or slits 
(1 4) and being fixed to the core layer (9) with the aid 
of a binder layer (1 6) of polyethylene; and the oppos- 
ing side of the core layer (9) being coated with a ther- 
moplastic layer (15). 

6. The packaging material produced in accordance 
with Claim 1 displaying an edge portion of aluminium 
foil-plastic foil laminate which projects from the edge 
zone of the core layer (9) and which, with good adhe- 
sion, is sealed to the one surface of the core layer 
(9) and which is disposed to sealingly bridge the free 
edge zone (23) of the core layer (9) with a view to 
preventing liquid absorption in said edge zone. 

PatentansprQche 

1 . Verfahren zum Hersteilen von Verpackungsmaterial 
in Form einer Bahn, und zwar des Typs mit einer 
Kernschicht aus Papier oder Karton, wobei die Kern- 
schicht ausgestanzte LOcher, Offnungen oder 
Schlitze aufweist, die mit Schichten aus Aluminium- 
folie und einem an der Kernschicht haftenden Ther- 
moplast Qberdeckt werden sollen, dadurch 
gekennzeichnet, daB 

a) eine Bahn (4) aus Metallfolie, bevorzugt eine 
Aluminiumfolie zwischen einer gekQhlten Walze 
(1) und einer ersten Andruckwalze (3) zugefuhrt 
wird, die gegen die gekuhlte Walze (1) anliegt; 

b) ein oder mehrere Thermoplastmaterialien im 
geschmolzenen oder halbgeschmolzenen 
Zustand in Form eines kontinuierlichen ersten 
Films (6) zwischen der gekuhlten Walze (1) und 
der ersten Andruckwalze (3) derart extrudiert 
werden, daB der extrudierte erste Film (6) zwi- 
schen der Aluminiumfolie (4) und der gekuhlten 
Walze (1) aufgenommen wird, wobei das Ther- 
moplastmaterial durch Kuhlen stabilisiert und 
verfestigt wird und gleichzeitig mit guter Haft- 
kraft zum Anhaften an der Aluminiumfolie (4) 
gebracht wird, urn ein Kunststoff-Aluminiumfo- 
lien-Laminat (7) zu bilden; 

c) das Kunststoff-Aluminiumfolien-Laminat (7) 
unter Anlage gegen die gekuhlte Walze (1) 
unter ein zweite Andruckwalze (10) eingefuhrt 
wird, Ober die eine oder mehrere mit Stanzld- 
chern, Offnungen oder Schlitzen vorbereiteten 
Bahnen (9) aus Papier oder Pappe gefuhrt wer- 
den und mittels derer die Bahnen (9) aus Papier 
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Oder Pappe gegen das uber die gekOhlte Walze 
(1) laufende Kunststoff-Aluminiumfolien-Lami- 
nat gedruckt (7) werden; 
d) ein Oder mehrere Thermoplastmaterialien im 
geschmolzenen Oder halbgeschmolzenen s 
Zustand in Form eines zweiten kontinuierlichen 
Films (16) zwischen der gekuhlten Walze (1) 
und der zweiten Andruckwalze (10) derart 
extrudiert werden, daB der extrudierte zweite 
Film (16) zwischen der Seite des Kunststoff- 10 
Aluminiumfblien-Laminats (7) mit der Alumini- 
umfolie und der oderden Bahnen (9) aus Papier 
oder Pappe aufgenommen wird, wobei das 
Thermoplastmaterial in dem zweiten Thermo- 
plastfilm (1 6) durch Kuhlen stabilisiert und ver- is 
festigt wird und gleichzeitig zum Anhaften 
sowohl an der Seite des Kunststoff-Aluminium- 
folien-Laminats (7) mit der Aluminiumfolie als 
auch an der Bahn (9) aus Papier oder Pappe 
gebracht wird. 20 

2. Verfahren nach Anspruch 1, dadurch gekenn- 
zeichnet, daft die extrudierte erste und zweite Ther- 
moptastschicht (6 bzw. 16) aus Poly ethyl en oder 
einer Polyethylen umfassenden Koextrusions- 25 
schicht besteht. 

3- Verfahren nach Anspruch 1, dadurch gekenn- 
zeichnet, daB die Schlitze in der Bahn oder den 
Bahnen (9) aus Pappe aus dem Raum zwischen 30 
Seite an Seite angeordneten Pappebahnen beste- 
hen. 

4. Verfahren nach Anspruch 3, dadurch gekenn- 
zeichnet, daB die mit der Kunststoff- Aluminiumfolie 35 
beschichteten Pappebahnen (9) durch Einschnitte 

in Langsrichtung durch die Kunststoff-Aluminiurnfo- 
lienschicht innerhalb der Schlitzzone zwischen 
angrenzenden Bahnkanten voneinander getrennt 
werden, und daB die derart gebildeten freien Strei- 40 
fen aus Kunststoff-AIuminiumfolie, die aus den Kan- 
ten der Pappebahnen vorstehen, um die Kante der 
Pappenbahn gefaltet werden, um gegen die Ther- 
moplastbeschichtung an der entgegengesetzten 
Seite der Pappebahn versiegett zu werden, damit 45 
eine wirksame Kantenzonenabdichtung gebildet 
wird. 

5. Verpackungsmaterial, das auf die in Anspruch 1 
beschriebene Weise hergestellt ist und eine Kern- so 
schicht (9) mitgestanzten LOchern, Offnungen oder 
Schlitzen (14) aufweist. wobei die Kernschicht (9) 
langs ihrer einen Seite ein Kunststoff- Aluminiumfo- 
lien-Laminat aufweist, das an der Kernschicht haftet 
und die LOcher, Offnungen oder Schlitze (14) uber- 55 
brQckt und an der Kernschicht (9) mit Hilfe einer Bin- 
deschicht (16) aus Polyethylen befestigt ist; und 
wobei die entgegengesetzte Seite der Kernschicht 



(9) mit einer Thermoplastschicht (15) beschichtet 
ist. 

6. Verpackungsmaterial, das nach Anspruch 1 herge- 
stellt ist und einen Kantenbereich des Aluminiumfo- 
lien-Kunststoffolien-Laminats aufweist, der von der 
Kantenzone der Kernschicht (9) vorsteht und mit 
guter Haftung mit der einen Fiache der Kernschicht 
(9) versiegett und derart angeordnet ist, daB er die 
freie Kantenzone (23) der Kernschicht (9) dichtend 
GberbrOckt, um eine FIDssigkeitsabsorption in der 
Kantenzone zu verhindern. 

Revendications 

1. M6thode de fabrication de materiau en forme de 
voie, du type qui comporte une couche centrale en 
papier ou en carton, la couche centrale pr6sentant 
des trous, des ouvertures ou des ferttes m6nag§s k 
I'emporte-piSce et destines k §tre couverts par des 
couches de feuille d'aluminium et de thermoplasti- 
que adh6rant k la couche centrale, caract6ris6e en 
ceque : 

a) un 16 (4) de feuille m&allique, de pr6f6rence 
de feuille d'aluminium, est amen6 entre un rou- 
leau refroidi (1) et un premier rouleau exprimeur 

(3) qui bute contre le rouleau refroidi (1) ; 

b) une ou plusieurs matures thermoplastiques 
k l'6tat fondu ou semi-fondu sont extrud6es 
sous la forme d'un premier film (6) continu entre 
ledit rouleau refroidi (1) et (edit premier rouleau 
exprimeur (3), de telle sorte que le premier film 
extrude (6) soit regu entre la feuille d'aluminium 

(4) et le rouleau refroidi (1), la matidre thermo- 
plastique 6tant stabilise et solidrfi6e par le 
refroidissement tout en 6tant amende k adherer 
k la feuille d'aluminium (4) pour former un stra- 
tify de plastique et de feuille d'aluminium (7) ; 

c) ledit stratifte de plastique et de feuille d'alu- 
minium (7) est guid6, en butant contre le rouleau 
refroidi (1), sous un second rouleau exprimeur 
(10) sur lequel sont guides un ou plusieurs I6s 
(9) de papier ou de carton pourvus de trous, 
d'ouvertures ou de fentes r6alis6s k Temporte- 
pi^ce et au moyen duquel ces I6s (9) de papier 
ou de carton sont presses contre le stratrf i6 de 
plastique et de feuille d'aluminium (7) qui est 
pass£ sur le rouleau refroidi (1) ; 

d) une ou plusieurs matures thermoplastiques 
k l'6tat fondu ou semi-fondu sont extrud£es 
sous la forme d'un second film (16) continu 
entre ledit rouleau refroidi (1) et ledit second 
rouleau exprimeur (10), de telle sorte que le 
second film extrud6 (16) soit re$u entre le c6t6 
en feuille d'aluminium du stratrfi6 de plastique 
et de feuille d'aluminium (7) et ledit ou lesdits 
I6s (9) de papier ou de carton, la mature ther- 
moplastique fondue dudit second film thermo- 
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plastique (16) etant stabilise et solidif i6e par le 
refroidissement en m§me temps qu'elle est 
amende a adherer a la fois au cdte en feuille 
d'aluminium dudit stratrf i6 de plastique et de 
feuille d'aluminium (7) et audit 16 (9) de papier 5 
ou de carton. 

2. Methode selon la revendication 1, caracterisee en 
ce que la premiere couche thermoplastique extru- 
d6e et la seconde (6, 16, respectivement) se com- 10 
posent d'un polyethylene ou d'une couche de 
coextrusion contenant du polyethylene. 

3. Methode selon la revendication 1, caracterisee en 

ce que lesdites fentes dans le ou les ies de carton is 
(9) sont formees par I'espace compris entre des ies 
de carton disposes cGte a cdte. 

4. Methode selon la revendication 3, caracterisee en 

ce que lesdits ies de carton (9) enduits de feuille de 20 
plastique et d'aluminium sont s6par6s les uns des 
autres au moyen d'incisions longitudinales a travers 
la couchede plastique et de feuille d'aluminium dans 
la zone de I'interstice entre les bords de ies adja- 
cents ; et en ce que les bandes libres de feuille de 25 
plastique et d'aluminium ainsi formees, qui font 
saillie a partir des bords des ies de carton, sont 
repliees autour du bord du ie de carton pour etre 
soudees contre le rev§tement thermoplastique sur 
le c6t6 oppose du 16 de carton en vue de former une 30 
etancheite eff icace de la zone des bords. 

5. Materiau d'emballage selon la revendication 1, 
caracterise en ce qu'il comporte une couche cen- 
trals (9) avec des trous, des ouvertures ou des fen- 35 
tes (14) menages a remporte-piece, laquelle 
couche centrale (9) pr6sente, le long d'une face, un 
strattfie de plastique et de feuille d'aluminium qui 
adhere a la couche centrale et franchit ou recouvre 
lesdits trous, ouvertures ou fentes (14) et qui est 40 
fixee a la couche centrale (9) a I'aide d'une couche 
liante (16) en polyethylene ; et en ce que la face 
opposes de la couche centrale (9) est revetue d'une 
couche de thermoplastique (15). 

45 

6. Materiau d'emballage selon la revendication 1, 
caracterise en ce qu'il presente une partie de bord 
en stratifie de feuille d'aluminium et de feuille de 
plastique, qui fait saillie a partir de la zone de bord 

de la couche centrale (9) et qui est soudee, avec une so 
bonne adherence, a une surface de la couche cen- 
trale (9) et disposes de facon a franchir de fagon 
etanche la zone des bords libres (23) de la couche 
centrale (9) afin d'empecher ('absorption de liquide 
dans ladrte zone des bords. 55 
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